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(54) Process and apparatus for the production of a continous strip made of joined elements 



(57) A strip Joint (3) having a required length is pro- 
duced by obliquely feeding a given amount of a strip (1). 
of rubberized cords (11) onto a conveyor (20) from a 
given separated distance, cutting the strip along the 
conveyor, moving the cut strip piece (2) in a given mov- 
ing pitch amount through the conveyor, joining a front 



end portion of a subsequently fed strip piece to a rear 
end portion of the preceding strip piece, and succes- 
sively repeating these procedures, wherein the moving 
pitch amount is adjusted by controlling the movement of 
the conveyor to produce a strip joint of a required length. 
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Description 

[0001] This invention relates to a process and an 
apparatus for producing a strip joint member by joining 
strip pieces each made of plural cords coated with rub- 
ber. 

[0002] As a tire constitutional member Is used a 
strip joint formed by a process wherein a strip embed- 
ded with steel cords or the like therein is successively 
cut into pieces having a given length and then these 
pieces are joined at their no-cut ends with each other to 
form a new strip joint 

[0003] In an apparatus for producing such a strip 
joint, the strip is obliquely fed onto a conveyor in a given 
amount from a position separated by a given distance 
from the side of the conveyor in a given inclination angle 
with respect to the conveyor and cut along the side edge 
of the conveyor, and the thus cut strip piece is moved by 
a given distance through the conveyor, and then the 
strip Is again fed onto the conveyor in a given amount 
from the given position in the given inclination angle and 
overiapped at its edge portion with an edge portion of 
the preceding strip piece moved by the given distance 
through the conveyor to join them with each other. 
[0004] A continuous strip joint formed by succes- 
sively joining the strip pieces with each other as men- 
tioned above is tal<en up on a winding roller, and then 
taken off from the winding roller at subsequent step and 
cut into a constant length to produce a strip joint having 
a given length. 

[0005] Since the continuous strip joint is taken up 
on the winding roller and again taken off therefrom and 
cut into the constant length, there are many steps for 
producing the strip joint of given length and hence the 
strip piece is easily deformed and it is required to widen 
an installation space and increase a production cost. 
[0006] And also, when the continuous strip joint is 
cut into the constant length, the cutting angle does not 
coincide with an Inclination angle of the cord embedded 
therein and hence there is caused a fear of exposing the 
cord therefrom. 

[0007] Furthermore, even in case of cutting into the 
constant length, the number of the cords embedded In 
the strip joint is not necessarily constant among the cut 
strip Joints. 

[0008] It is, therefore, an object of the invention to 
provide a process and an apparatus capable of cheaply 
producing a strip joint of a stable quality, which hardly 
deforms and does not expose the cords and makes the 
number of embedded cords constant, at few production 
steps. 

[0009] According to a first aspect of the Invention, 
there is the provision of in a process for producing a 
strip joint by feeding a given amount of a strip of a con- 
stant width, which is formed by coating a plurality of 
cords with rubber, onto a conveyor from a position sep- 
arated by a given distance at the side of the conveyor in 
a direction of a given inclination angle, cutting the strip 



along the conveyor, moving the cut strip piece in a given 
moving pitch amount through the conveyor, joining a 
front end portion of a subsequently fed strip piece to a 
rear end portion of the preceding strip piece, and sue- 

5 cessively repeating these procedures to produce a con- 
tinuous strip joint, an improvement wherein the moving 
pitch amount is adjusted by controlling the movement of 
the conveyor to produce a strip joint of a required length. 
[0010] The strip joint of the required length can be 

10 produced by adjusting the moving pitch amount in the 
joining through the repetitive moving of the strip pieces, 
so that steps of taking up the strip joint on the winding 
roller and taking off therefrom to cut into a constant 
length are omitted and hence the number of steps for 

15 producing the strip joint of the required length is 
reduced. 

[0011] As a result, the possibility of deforming the 
strip piece is less, and the installation space is made 
narrow and the reduction of the cost can be attained. 

20 [0012] And also, the cutting of the strip joint into the 
constant length is not conducted, so that the cords 
embedded therein are not exposed and the number of 
the embedded cords is always constant, and hence the 
strip joint of stable quality can be produced. 

25 [0013] According to a second aspect of the inven- 
tion, there is the provision of in a process for producing 
a strip joint by feeding a given amount of a strip of a con- 
stant width, which is formed by coating a plurality of 
cords with rubber, onto a conveyor from a position sep- 

30 arated by a given distance at the side of the conveyor In 
a direction of a given inclination angle, cutting the strip 
along the conveyor, moving the cut strip piece in a given 
moving pitch amount through the conveyor, joining a 
front end portion of a subsequently fed strip piece to a 

35 rear end portion of the preceding strip piece, and suc- 
cessively repeating these procedures to produce a con- 
tinuous strip joint, an improvement wherein the number 
of strip pieces to be joined is decided In accordance 
with a length of the strip joint to be produced based on 

40 the constant width of the strip and the given inclination 
angle of the strip fed to the conveyor, and a moving pitch 
amount of the strip piece js calculated from the decided 
number of the strip pieces and the length of the strip 
joint to be produced, and the strip pieces are repeatedly 

45 moved by controlling the movement of the conveyor 
based on the calculated moving pitch amount to pro- 
duce a strip joint having the decided number of the strip 
pieces. 

[001 4] Since the width of the strip piece in a moving 
50 direction of the conveyor is constant, when the number 
of the strip pieces required for joining the strip pieces in 
the moving direction to produce the strip Joint of the 
required length Is decided, the moving pitch amount of 
the strip piece can be calculated and the strip pieces 
55 are repeatedly moved by controlling the movement of 
the conveyor based on the calculated moving pitch 
amount, whereby the decided number of the strip 
pieces can be joined to produce the strip joint of the 
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required length. 

[0015] Even in this case, the nunnber of steps for 
producing the strip joint of the required length is 
reduced, and the possibility of deforming the strip piece 
is less, and the installation space Is made narrow and 
the reduction of the cost can be attained. 
[001 6] And also, the cutting of the strip Joint Into the 
constant length Is not conducted, so that the cords 
embedded therein are not exposed and the number of 
the embedded cords is always constant, and hence the 
strip joint of stable quality can be produced. 
[0017] In a preferable embodiment of the above 
processes, a margin portion ts formed in at least one 
side edge of the strip. 

[0018] When the number of the strip pieces to be 
joined is decided so as to successively dispose the strip 
pieces on the conveyor In Intervals, the subsequent strip 
piece Is overlapped with the preceding strip piece at 
their margin portions, whereby the Joining quality can be 
improved. 

[0019] According to a third aspect of the invention, 
there is the provision of an apparatus for producing a 
strip joint, comprising a conveyor moving a strip piece, a 
feeding means for feeding a given amount of a strip onto 
the conveyor from a position separated by a given dis- 
tance at the side of the conveyor in a direction of a given 
inclination angle, a cutting means disposed just before 
the conveyor for cutting the strip fed from the feeding 
means into a strip piece, a joining means for joining 
edge portions of a preceding strip piece and a subse- 
quent strip piece to each other on the conveyor, a com- 
puting means for deciding the number of strip pieces to 
be joined in accordance with a length of a strip joint to 
be produced and calculating a moving pitch amount in 
the repetitive movement of the strip piece through the 
conveyor, and a control means for controlling the move- 
ment of the conveyor based on the joining number and 
moving pitch amount decided by the above computing 
means. 

[0020] Thus, the movement of the conveyor is con- 
trolled in the calculated moving pitch amount to repeat- 
edly move the strip pieces to join the calculated number 
of the strip pieces, whereby the strip joint of the required 
length can be produced. 

[0021] Even in this case, the number of steps for 
producing the strip joint of the required length Is 
reduced, and the possibility of deforming the strip piece 
is less, and the installation space is made narrow and 
the reduction of the cost can be attained. And also, the 
cutting of the strip joint into the constant length is not 
conducted, so that the cords embedded therein are not 
exposed and the number of the embedded cords Is 
always constant, and hence the strip Joint of stable qual- 
ity can be produced. 

[0022] In a preferable embodiment of the appara- 
tus, the computing means decides the number of strip 
pieces to be joined in accordance with a length of a strip 
joint to be produced based on a constant width of the 



strip and a given inclination angle of the strip fed onto 
the conveyor, and calculates a moving pitch amount of 
the strip piece from the decided number and the length 
of the strip joint to be produced. 

5 [0023] Since the width Is constant In a moving 
direction of the strip piece through the conveyor, the 
number of the strip pieces required for Joining the strip 
pieces in the moving direction to produce the strip joint 
of the required length can be decided and the moving 

10 pitch amount can be calculated from the decided 
number of the strip pieces. 

[0024] The invention will be described with refer- 
ence to the accompanying drawings, wherein: 

15 Fig. 1 Is a diagrammatic plan view illustrating a 

whole of steps for producing a strip Joint according 

to an embodiment of the invention; 

Rg. 2 is a fragmentary view taken in the direction of 

an arrow M of Fig, 1; 
20 Rg. 3 is a fragmentary view taken in the direction of 

an arrow III of Fig. 1; 

Fig. 4 is a diagrammaticaliy section view of a strip; 
Rg. 5 is a diagrammaticaliy plan view of a strip 
piece; 

25 Rg. 6 is a diagrammaticaliy plan view of a strip Joint; 

Rg. 7 is a diagrammaticaliy section view Illustrating 

a joint portion between strip pieces; 

Rg. 8 is a diagrammaticaliy section view illustrating 

another joint portion between strip pieces; and 
30 Fig. 9 is a diagrammaticaliy section view illustrating 

the other joint portion between strip pieces, 

[0025] An embodiment of the invention Is explained 
with reference to Figs. 1 to 8 below. 

35 [0026] A strip joint 3 to be produced in this embodi- 
ment Is a belt member as a constitutional member of a 
tire, and a whole of steps for the production of such a 
strip Joint 3 is shown in Fig, 1 as a plan view. 
[0027] A creel stand 10 feeding steel cords 11 is 

40 disposed at an uppermost stream side, and a given 
number of steel cords 1 1 drawn out from the creel stand 
1 0 are aligned through a positioning member 1 2 and fed 
into an extruding machine 15, at where these steel 
cords 11 are coated with rubber, from which a strip 1 Is 

45 continuously extruded. 

[0028] Thus, a band-shaped strip 1 embedding the 
given number of steel cords 1 1 therein in a longitudinal 
direction thereof is continuously extruded, during which 
margin rubbers are formed at both sides of the strip 1 . 

50 However, the strip 1 is fed to a belt conveyor 20 at a 
state of leaving a right-side margin rubber 1 b after a left- 
side margin rubber Is cut out as shown In Fig. 4. 
[0029] A section of such a strip 1 Is shown In Fig. 4. 
[0030] The strip 1 is comprised of a strip body 1 a 

55 and a margin rubber 1b extending rightward therefrom, 
so that a width w of the strip 1 corresponds to a width of 
the strip body 1 a. 

[0031] A top of the thus continuously shaped strip 1 
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is placed on roller conveyors 16 through a festoon 1c 
thereof. 

[0032] The roller conveyors 1 6 are arranged so as 
to obliquely feed the strip 1 onto the belt conveyor 20 
from a position separated by a given distance at a side s 
thereof in a direction of a given inclination angle with 
respect thereto. 

[0033] l\4oreover, a piate may be used instead of the 
roller conveyors 1 6. 

[0034] A cutting device 17 is arranged so as to run io 
a cutter 1 8 along a left-side edge of a conveyor belt 23 
in the belt conveyor 20 fed with the strip 1 . 
[0035] A cylinder 19 in the cutting device 17 
descends the cutter 18 and runs in front and rear direc- 
tions. By such an action of the cylinder 1 9, the strip 1 fed is 
onto the belt conveyor 20 is cut out along the left-side 
edge of the conveyor belt 23 with the cutter 18, whereby 
a strip piece 2 can be left on the conveyor belt 23. 
[0036] As the cutting device 17, use may also be 
made of so-called guillotine type cutting device wherein 20 
the strip is forcedly cut by dropping a cutter downward. 
[0037] In order to transfer the top portion of the strip 
1 placed on the roller conveyors 1 6 to the conveyor belt 
23, a drawing device 30 is disposed above the roller 
conveyors 1 6. 25 
[0038] The drawing device 30 comprises an 
adsorption plate 31 having a width somewhat wider 
than that of the strip 1 and substantially the same paral- 
lelogram as in the cut strip piece 2, which is suspended 
at a horizontal state from above, and an electromagnet 30 
(not shown) embedded in the adsorption plate 31 and 
capable of adsorbing the steel cords 1 1 in the strip 1 . 
[0039] The adsorption plate 31 is reciprocally sup- 
ported along the transferring direction of the strip 1 
between an end portion of the roller conveyor 1 6 and 35 
the conveyor belt 23 extended therefrom and sus- 
pended at a liftabie state in up and down directions. 
[0040] Therefore, the adsorption plate 31 is lowered 
onto the top portion of the strip 1 placed on the roller 
conveyors 16 and thereafter the electro-magnet therein 40 
is excited to absorb the top portion of the strip 1. and 
then adsorption piate 31 is lifted upward at the 
adsorbed state and transferred toward the conveyor belt 
23 so as to draw out a given amount of the strip 1 from 
the roller conveyor. Next, the adsorption plate 31 is lifted 45 
down at a gh^en position on the conveyor belt and the 
electromagnet Is demagnetized, whereby the top por- 
tion of the strip 1 can be fed onto the conveyor belt 23. 
[0041] Moreover, the width of the adsorption plate 
31 is somewhat wider than that of the strip 1 , so that it is so 
utilized as a pressure joining means. That Is, the 
adsorption plate 31 is pushed down onto the subse- 
quent strip piece 2 overiapped at its edge portion with 
the preceding strip piece, whereby the edge portions of 
these strip pieces 2 can be joined on the conveyor belt ss 
23. 

[0042] Against the pushing of the adsorption plate 
31 is arranged a receiving plate 32 beneath a rear sur- 



face of the conveyor belt 23 therealong. 
[0043] In the belt conveyor 20, the conveyor belt 23 
is extended between a pair of rotating rolls 21 , 22, while 
a timing belt 25 is extended between a timing pulley 22a 
fitted onto a rotating shaft of the rotating roll 22 and a 
timing pulley 24a frtted onto a driving shaft of an AC ser- 
vomotor 24. 

[0044] Thus, the rotating roll 22 is rotated through 
the timing belt 25 by the driving of the AC servomotor 24 
and hence the conveyor belt 23 is rotated by the rotation 
of the rotating roll 22 to move the strip piece 2 on the 
conveyor belt 23. 

[0045] A building servicer 40 as a belt conveyor is 
disposed at a downstream side of the belt conveyor 20, 
and a BT drum 41 is disposed beneath a downstream 
end of the building servicer 40. 

[0046] An operation procedure is described with 
respect to the apparatus for the production of the strip 
joint 3 having the above structure below. At first, the 
strip 1 is extruded by coating the steel cords 1 1 with rub- 
ber through the extruder 15 and a margin rubber is cut 
out from the strip, and then a top portion of the strip is 
placed through a festoon 1c onto the roller conveyors 
16. 

[0047] The strip 1 has a section as shown in Fig. 4 
in which a remaining margin rubber lb is extended 
rrghtward from a strip body la having a width w. 
[0048] The top portion of the strip 1 placed on the 
roller conveyors 16 is adsorbed by the adsorption plate 
31 of the drawing device 30 and fed onto the conveyor 
belt 23 by a given amount in an oblique direction and 
placed thereon. Then, the cutter 18 of the cutting device 
1 7 is descended and run along the left side edge of the 
conveyor belt 23 to obliquely cut the strip 1 . 
[0049] Thereafter, the cutter 18 is returned to an 
original home position and the adsorption is released to 
raise the adsorption plate 31 upward, whereby the strip 
piece 2 is left on the conveyor belt 23 and moved in a 
required moving pitch amount by moving the conveyor 
belt 23 through the driving of the AC servomotor 24. 
Thus, the preceding strip piece 2 is moved in the calcu- 
lated moving pitch amount with a well accuracy by driv- 
ing the AC servomotor 24 though the calculation of the 
moving pitch amount is mentioned later. 
[0050] The adsorption plate 31 of the drawing 
device 30 is moved to the roller conveyors 16 at sub- 
stantially the same time of moving through the conveyor 
belt 23 to adsorb a given amount of a top portion of the 
strip for a subsequent strip piece and then drawn out 
from the roller conveyors and placed onto the conveyor 
belt 23. 

[0051] In this way, the subsequent strip piece 2 is 
advanced up to a given position capable of joining a 
front side edge portion of the subsequent strip piece 2 
to a rear side edge portion of the preceding strip piece 
2 moved in the calculated moving pitch amount. 
[0052] Both the edge portions are joined by pushing 
the adsorption plate 31 downward from above. 
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[0053] Thereafter, the cutter 18 of the drawing 
device 1 7 is run along the left-side edge of the conveyor 
belt 23 to obliquely cut the strip to form a subsequent 
strip piece 2. 

[0054] The above procedure Is successively s 
repeated to form a strip Joint 3. That Is, the given 
number of the strip pieces are successively joined with 
each other to fomn a strip joint having a given length. 
[0055] Thus, the strip joint 3 fomis a belt member 
obliquely embedding the steel cords therein or so-called w 
bias cord member. 

[0056] The thus obtained strip joint 3 is transferred 
from the conveyor belt 23 through the building servicer 
40 to the BT drum 41 and wound around the BT drum 

41. 15 

[0057] The calculation with respect to the n umber of 
strip pieces for the formation of the strip joint 3 having 
the required length and the moving pitch amount of the 
strip piece 2 through the belt conveyor 20 is explained 
below. 20 
[0058] The size of the belt member is determined 
by a size of a tire to be manufactured. That is, peripheral 
length and width of the belt member are defined by a 
combination of length L and width W of the strip joint 3. 
[0059] As shown in Fig. 6, when the strip joint 3 25 
having a length L and a width W is produced from the 
strip 1 having a width w, if a cutting angle of the strip 1 
through the cutter 18 (angle in a direction of feeding the 
strip 1 through the roller conveyors 1 6 with respect to a 
face perpendicular to the moving direction through the 30 
conveyor belt 23) is 0, a width 1 of the strip piece 2 in the 
moving direction through the conveyor belt 23 is w/sin 
(90° - G) as seen from Fig, 5. and the number of the strip 
pieces 2 is decided by dividing the length L of the strip 
joint 3 by the width 1 (L/l). 35 
[0060] The above is explained with reference to the 
following concrete example. 

[0061] Now, the cutting angle 6 of the strip 1 is 66 
degrees, and the width w of the strip 1 is 36 mm, and the 
length L and width W of the strip joint 3 to be produced 4o 
are 1800 mm and 150 mm, respectively. 
[0062] The width 1 of the strip piece 2 in the moving 
direction through the conveyor belt 23 is 88.509 mm 
from the above w/sin (90*» - 8), so that U\ for deciding the 
number of the strip pieces 2 is calculated to be 20.337 4S 
and hence the number of the strip pieces 2 is 20 or 21 . 
[0063] Assuming that the number of the strip pieces 
is 20, a length when twenty strip pieces 20 are ananged 
with no space is 88.509 x 20 = 1770.18 mm, which is 
shorter by 29.82 mm than the length (1800 mm) of the so 
strip joint 3. Therefore, when these strip pieces are dis- 
persed by the Joining number of 1 9. they are arranged at 
an interval of 1.57 mm (= 29.82/19) per one joint por- 
tion. 

[0064] As a result, the moving pitch amount of the 55 
strip piece 2 is 90.079 mm (= 88.509 + 1 .57) or about 
90.1 mm, so that the conveyor belt 23 is moved in the 
moving pitch amount of 90.1 mm by controlling the AC 



servomotor 24. 

[0065] A section of a joint portion at this time (sec- 
tion cut at a face perpendicular to the steel cord 1 1) is 
shown In Rg. 7. 

[0066] As seen from Fig. 7. a space d (0.64 mm = 
1 .57 X sin (90** - 66**)) Is existent between the rear edge 
of the preceding strip piece 2 and the front edge of the 
subsequent strip piece 2 overiapped on the margin rub- 
ber lb of the preceding strip piece. 
[0067] The joint portion between both the strip 
pieces is pressed and joined by pushing the adsorption 
plate 31 of the drawing device 30 downward from 
above. 

[0068] If the margin rubber 1 b is not formed in the 
strip piece 2, the preceding and subsequent strip pieces 
2 can be joined by using a joint roller or the like even in 
the presence of the somewhat space d. 
[0069] Assuming that the number of the strip pieces 
is 21, a length when twenty one strip pieces 20 are 
an^nged with no space is 88.509 x 21 = 1849.86 mm, 
which is longer by 49.86 mm than the length (1 800 mm) 
of the strip joint 3. Therefore, when these strip pieces 
are dispersed by the joining number of 20, they are 
ananged at an overlap of 2.493 mm (= 49.86/20) per 
one joint portion. 

[0070] As a result, the moving pitch amount of the 
strip piece 2 is 86.016 mm (= 88.509 - 2.493) or about 
86 mm, so that the conveyor belt 23 is moved in the 
moving pitch amount of 86 mm by controlling the AC 
servomotor 24. 

[0071] A section of a joint portion at this time (sec- 
tion cut at a face perpendicular to the steel cord 1 1) Is 
shown in Fig. 8. 

[0072] As seen from Fig. 8, the front end portion of 
the subsequent strip piece 2 is overiapped with the read 
end portion of the preceding strip piece 2 at an over- 
lapped width d' (1.014 mm = 2.493 x sin (90*> - 66°)). 
Such an overlapped portion Is pressed and joined by 
pushing the adsorption plate 31 of the drawing device 
30 downward from above, 

[0073] If the width 1 of the strip piece 2 in the mov- 
ing direction through the conveyor belt 23 is 90 mm, 
twenty strip pieces 2 can be just aligned without forming 
the space or overiapped portion. A section of a joint por- 
tion at this time (section cut at a face perpendicular to 
the steel cord 1 1) is shown in Fig. 9. 
[0074] As seen from Fig. 9. a front end face of the 
subsequent strip piece 2 is butted to a rear end face of 
the preceding strip piece 2 and the front end portion of 
the subsequent strip piece 2 is laid on the margin rubber 
1 b of the preceding strip piece 2. Both the strip pieces 
are pressed and joined by the adsorption plate 31. 
[0075] As mentioned above, in the production of the 
strip joint 3 having the required length L, the number of 
the strip pieces 2 to be joined is decided from the width 
w and cutting angle 6 of the strip piece 2, and then the 
moving pitch amount of the belt conveyor 20 is calcu- 
lated from the decided strip piece number, and the strip 
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piece Is repeatedly moved by the calculated moving 
pitch amount to join the decided number of the strip 
pieces. Thus, there can be produced the strip Joint hav- 
ing the required length. 

[0076] When the length L of the belt member (strip s 
Joint) is changed in order to manufacture a tire having a 
different size, the number of the strip pieces 2 Is decided 
by the calculation based on the changed length and 
then the moving pitch amount is calculated from the 
decided number to control the movement of the belt io 
conveyor. 

[0077] Therefore, various belt members can be pro- 
duced by using the apparatus according to the inven- 
tion. 

[0078] Moreover, if It is required to change the width is 
W together with the length L of the belt member, it is suf- 
ficient to adjust the feeding amount of the front end por- 
tion of the strip 1 onto the conveyor belt 23 through the 
adsorption plate 31 of the drawing device 30. 
[0079] As seen from the above, there is no step of 20 
taking up the strip joint and then taking off to cut into a 
constant length, and hence the number of steps for the 
formation of the strip joint having the required length Is 
decreased. 

[0080] For this end, the possibillty of deforming the 25 
strip Joint Is less and the installation space is made nar- 
row and the cost can be reduced. 
[0081] And also, the cutting of the strip joint into 
constant length is not conducted, so that there are not 
exposed the embedded steel cords from the strip piece, 30 
and the number of the embedded steel cords is always 
constant and hence the strip joint having the stable 
quality can be produced. 

[0082] In the drawing device 30, the steel cords 1 1 
are adsorbed by the electromagnet embedded in the 35 
adsorption plate for transfemng the strip 1, but a vac- 
uum type drawing device may be used. In the latter 
case, a strip containing resin cords therein may be 
adopted in addition to the strip containing steel cords 
therein. 40 

Claims 

1 . A process for producing a strip joint (3) by feeding a 
given amount of a strip (1) of a constant width. 45 
which Is formed by coating a plurality of cords (11) 
with rubber, onto a conveyor (20) from a position 
separated by a given distance at the side of the 
conveyor in a direction of a given Inclination angle, 
cutting the strip along the conveyor, moving the cut so 
strip piece (2) by a given moving pitch amount 
through the conveyor, joining a front end portion of 
a subsequently fed strip piece to a rear end portion 
of the preceding strip piece, and successively 
repeating these procedures to produce a continu- ss 
ous strip joint (3), characterized in that the moving 
pitch amount is adjusted by controlling the move- 
ment of the conveyor (20) to produce a strip joint (3) 



of a required length. 

2. A process for producing a strip joint (3) by feeding a 
given amount of a strip (1) of a constant width, 
which is formed by coating a plurality of cords (11) 
with rubber, onto a conveyor (20) from a position 
separated by a given distance at the side of the 
conveyor, in a direction of a given inclination angle, 
cutting the strip along the conveyor, moving the cut 
strip piece (2) by a given moving pitch amount 
through the conveyor, joining a front end portion of 
a subsequently fed strip piece to a rear end portion 
of the preceding strip piece, and successively 
repeating these procedures to produce a continu- 
ous strip Joint (3), characterized In that the number 
of strip pieces (2) to be joined is decided in accord- 
ance with a length of the strip joint (3) to be pro- 
duced based on the constant width of the strip (1) 
and the given inclination angle of the strip fed to the 
conveyor (20), and a moving pitch amount of the 
strip piece is calculated from the decided number of 
the strip pieces and the length of the strip joint to be 
produced, and the strip pieces are repeatedly 
moved by controlling the movement of the conveyor 
based on the calculated moving pitch amount to 
produce a strip Joint having the decided number of 
the strip pieces. 

3. A process as claimed in claim 1 or 2, characterized 
in that a margin portion is formed In at least one 
side edge of the strip (1 ). 

4. Apparatus for producing a strip joint (3), comprising 
a conveyor (20) for moving a strip piece (2), a feed- 
ing means (1 6) for feeding a given amount of a strip 
onto the conveyor from a position separated by a 
given distance at the side of the conveyor In a direc- 
tion of a given inclination angle, a cutting means 
(17) disposed just before the conveyor for cutting 

- " the strip fed from the feeding means into a strip 
piece, a joining means (31 ) for joining edge portions 
of a preceding strip piece and a subsequent strip 
piece to each other on the conveyor, a computing 
means for deciding the number of strip pieces to be 
Joined In accordance with a length of a strip Joint to 
be produced and calculating a moving pitch amount 
in the repetitive movement of the strip piece through 
the conveyor, and a control means (22,24,25) for 
controlling the movement of the conveyor based on 
the joining number and moving pitch amount 
decided by the said computing means. 

5. Apparatus as claimed In claim 4, characterized in 
that the computing means decides the number of 
strip pieces (2) to be joined in accordance with a 
length of a strip joint (3) to be produced based on a 
constant width of the strip (1 ) and a given inclination 
angle of the strip fed onto the conveyor (20), and 
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calculates a moving pitch amount of the strip piece 
from the decided number and the length of the strip 
Joint to be produced. 
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